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Glue applicator for corrugated board 





(57) A presser shoe is disposed over the entire 
width of a single-faced corrugated board opposedly to a 
glue applicator roll with a traveling path of the single- 
faced corrugated board therebetween, and a flexible 
tube is provided which presses the presser shoe toward 
the singi -faced corrugated board by air pressure. The 
air pressure to be fed to the flexible tube is regulated to 
a predetermined pressure by an air pressure regulator 
so as to afford a constant pressing force continually 
ev n in the use of single-faced corrugated boards of dif- 
ferent flutes. The pressing shoe is formed with a longitu- 
dinally extending channel as an air flowing path at least 
on both longitudinal end sides thereof located outside 
the single-faced conugated board, and air nozzles are 
formed in the presser shoe perpendicularly to the sur- 
face of the glue applicator roll over an area capable of 
being opposed to the single-faced corrugated board, 
whereby an air jet deviated from the board does not 
strike against the surface of the glue applicator roil 
directly. 
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Description 

BACKGROUND OF THE INVENTION 

1 . Field of the Invention 

The present invention relates to a glue applicator 
which is mounted in a gluing machine just before a dou- 
ble facer in a corrugating machine and which is for the 
supply of glue to corrugation flute tips of a single-faced 
currugated board. 

2. Description of the Related Art 

A schematic construction of a gluing machine por- 
tion mounted in a corrugating machine will now be 
described with reference to Fig.8. A conventional glue 
applicator mounted to a gluing machine 1 in a corrugat- 
ing machine comprises a glue supply portion 5 and a 
rider roll 6. The glue supply portion 5 comprises a glue 
applicator roll 2, a doctor roll 3 and a glue reservoir 4 
located below the glue applicator roil 2. The rider roll 6 
is opposed to the glue applicator roll 2 through a prede- 
termined clearance. By the glue applicator, glue 9 is 
transferred and supplied to flute tips of a core board 8 of 
a single-faced corrugated board 7 which travels 
between the glue applicator roll 2 and the rider roll 6. 

On the board inlet side of the glue applicator roll 2 
is disposed a presser roll 10, while on the board dis- 
charge side of the roll 2 is disposed a tension roll 1 1 . By 
means of the presser roll 10 and tension roll 11 the 
traveling of the single-faced corrugated board 7 is kept 
stable and the length of contact of the glue 9 with the 
board 7 is kept constant 

The single-faced corrugated board 7 fabricated by a 
single facer in the preceding step is entrained on a 
guide roll 12 and then on a preheat roll 13, whereby it is 
heated to a moderate extent. Thereafter, the board 7 
thus heated is fed to the gluing machine 1 and comes 
into contact with the glue applicator roll 2 while traveling 
between the roll 2 and the rider roll 6. whereby the glue 
9 present on the outer peripheral surface of the roll 2 is 
transferred and fed to the flute tips of the core board 8. 

After a part of the peripheral surface of the glue 
applicator roll 2 is dipped in the glue reservoir 4, the 
amount (thickness) of glue on the outer peripheral sur- 
face of the roll 2 is controlled by the doctor roll 3 dis- 
posed adjacent the roll 2 and along the arrowed 
rotational path in the figure. The surplus glue scraped 
off by the doctor roll 3 drops into the glue reservoir 4 and 
is thus recovered. The single-faced corrugated board 7 
which has passed the gluing machine 1 is then fed to a 
heating portion 15 of a double facer 14 in the next step. 
In the heating portion 15. the board 7 joins a liner 16 
which has been fed through another route, and both are 
laminated together to form a double-faced corrugated 
board 17. 

As to the double-faced corrugated board 1 7. vari- 



ous such boards can be fabricated according to pur- 
poses of use. Fig.8 shows an example in which two 
single-faced corrugated boards 7, namely a single- 
faced corrugated board 7a with glue 9 applied thereto 

5 by the upper glue applicator in the same figure, and a 
single-faced corrugated board 7b with glue 9. applied 
thereto by the lower glue applicator in the same figure, 
and the liner 16 are laminated together to form the dou- 
ble-faced corrugated board 1 7. 
w In each glue applicator, the rider roll 6 is disposed in 
an opposed relation to the glue applicator roll 2, to press 
the single-faced corrugated board 7 against the roll 2. 
The state of engagement (clearance and nipping pres- 
sure) between the glue applicator roll 2 and the rider roll 

15 6 is an important factor which influences the quality 
(strength) of the double-faced corrugated board 1 7. For 
example, it is known that if the flute tips of the core 
board 8 are crushed, the strength of the corrugated 
board case using the core board 8 is deteriorated rap- 

20 idly. In view of this point the rider roll 6 is supported so 
as to permit adjustment of its state of engagement rela- 
tive to the glue applicator roil 2. 

Now, with reference to Fig.9, a description will be 
given of a support structure for the rider roll 6 which 

25 structure has heretofore been adopted. In the example 
shown in Fig.9, the rider roll 6 is journaled at both axial 
ends thereof to a pair of swing brackets (arms for the 
rider roll) 20. The swing brackets 20 are adapted to 
move pivotal ly about a pivot shaft 1 8 with expansion and 

30 retraction of a cylinder 19, relative to the glue applicator 
roll 2, which is positioned fixedly. Eccentric rolls 21 are 
respectively engaged with the swing brackets 20 
located at both transverse ends of the device. Vertical 
swing position of the swing brackets 20 can be adjusted 

35 by setting the phase angle of the eccentric rolls 21 
appropriately. By so adjusting the vertical swing position 
of the swing brackets 20, it is possible to appropriately 
set the clearance between the outer peripheral surface 
of the rider roll 6, each journaled to a portion of the 

40 associated swing bracket 20. and the outer peripheral 
surface of the glue applicator roll 2. 

On the other hand, as means for pressing the sin- 
gle-faced corrugated board 7 against the glue applicator 
roll 2, there has been proposed such a device as shown 

45 in Fig. 10 (described in Japanese Patent Publication 
No. 18386/96). According to this proposed device, a 
beam 22 is mounted in the axial direction of the glue 
applicator roil 2. a plurality of brackets 23 are attached 
side-by-side to the beam 22. and a plate-like shoe 25. 

so which is adapted to move pivotally about a pin 24, is 
secured to the lower end of each bracket 23. A com- 
pression spring 26 is engaged with the plate-like shoe 
25 on the swing end side of the shoe, while on the rear 
end side of the shoe 25 is provided a positioning bolt 27. 

55 The swing motion of the shoe 25 toward the glue appli- 
cator roll 2 side is restricted by the positioning bolt 27, 
and hence a pressing force, which permits the formation 
of a predetermined clearance, can be applied by the 
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compression spring 26. The shoe 25 is arranged in a 
plural ly divided form in the transverse direction of the 
single-faced corrugated board 7, so that each shoe can 
swing independently. Therefore, in the event of partial 
wear or breakage, only the part concerned need be 5 
replaced with a new one. 

The single-faced corrugated board 7 is pressed 
against the glue applicator roll 2 by means of the rider 
roll 6 and the shoes 25, whereby the nipping pressure 
for the board 7 can be maintained at an optimum level, 10 
and hence the quality (strength) of the double-faced cor- 
rugated board 17 is kept high. 

The rider roll 6 shown in Fig. 9 is for setting, in a 
fixed position manner, a predetermined clearance 
required according to the thickness of the single-faced 15 
corrugated board 7 and the type of flute. Therefore, in 
the case where two or more types of single-faced corru- 
gated boards 7 differing in flutes are to be used in the 
sam unit, it has so far been necessary to set the clear- 
ance for each type of board. Moreover, there occurs a 20 
variation in the contact pressure, due to a difference in 
flute tip height, which is caused by different kinds (thick- 
nesses) of paper, or different production conditions, 
thus requiring a high degree of skill for clearance adjust- 
ment. Further, even in the same flute of paper, a slight 25 
difference in thickness of the single-faced corrugated 
board 7 can occur, according to flute handling condi- 
tions in the single facer. An initial clearance between the 
rider roll 6 and the glue applicator roll 2 is usually set at 
a value corresponding to the minimum flute height, tak- 30 
ing variations in chevron -shaped flute height into 
account. With high flute tips, therefore, the amount of 
collapse increases, thus resulting in application of extra 
glue 9 to the flute tips and consequent increase in the 
amount of glue consumed. 35 

In the device using the shoes 25 shown in Fig. 10, 
since each shoe 25 is vertically movable independently, 
a certain width of the single-faced corrugated board 7 
permits engagement of a shoe 25 with a slight pressure 
width, h, at a board end, thus causing an increase of the 40 
pressing force per unit area, and consequent collapse 
and droop of the board end, as shown in Fig. 11 (a). In 
the event the single-faced corrugated board 7 mean- 
ders and deviates from a shoe 25. as shown in 
Fig. 1 1 (b), the leftmost end shoe 25a, in the same figure, 45 
drops lower than the surface of the board 7. Conse- 
quently, when the board 7 tries to return to the original 
traveling position, a side face 25b of the shifted shoe 
25a, and a side end face 7c of the board 7, interfere with 
each other, with the likelihood of occurrence of a trouble so 
such as flaw or damage to the side end of the board 7. 

In the device using the shoes 25, moreover, since 
the difference in the kind (thickness) of paper or in the 
flute tip height causes a change in the amount of deflec- 
tion of the compression spring 26, there occur variations 55 
in the pressing force applied to the shoes 25. Besides, it 
is impossible to change the pressing force according to 
flutes or according to the state (twist or corrugation) of 



the single-faced corrugated board 7. Further, in adjust- 
ing the pressing force for the single-faced corrugated 
board 7. it is necessary to stop the operation of the 
machine from the standpoint of safety. Since the single- 
faced corrugated board tends to warp, there also arises 
the problem that a uniform pressure is not always 
obtained even if the clearance alone is kept strictly in 
parallel. In connection with this pressing method, vari- 
ous improvements have so far been tried. 

Fig. 12 shows an example of such pressing method, 
which is described in Japanese Patent Laid Open 
No. 78632/86. 

According to the illustrated method, an air pressure, 
which is fed through an orifice 72 from a manifold 70, 
and a presser shoe 71 fixed therebelow, is used to press 
a single-faced corrugated board against a glue applica- 
tor roll 2. 

Fig. 13 shows another example, which is described 
in U.S. Patent No.4, 764,236. In this example, presser 
shoes 75, divided in a large number, are provided longi- 
tudinally, and air is jetted from holes 76 formed therein, 
to press a single-faced corrugated board 7 against a 
glue applicator roll 2. In this case, the pressing force is 
buffered by means of a plate spring 77 and a coiled 
spring 78. 

In the case where the pressing force is induced by 
an air pressure through the presser shoes, the clear- 
ance between the pressing shoes and the single-faced 
corrugated board, that is. the thickness of the air layer, 
is very important, and a change thereof would cause a 
change in the pressing force. Accordingly, a change in 
flute of the single-faced corrugated board, or a great 
change in the kind (thickness) of paper, also causes a 
change in the pressing force. 

Since the presser shoes 75 shown in Fig. 13 are 
minutely divided in the transverse direction of the single- 
faced corrugated board, substantially the same draw- 
backs as in Fig. 10 are encountered. On the other hand, 
the presser shoe 71 shown in Fig.12 is integral in the 
transverse direction, and is formed to permit a fluid jet. 
However, its rigid structure is disadvantageous, in that a 
uniform pressing force is not obtained against a non- 
uniform thickness in the width direction of the single- 
faced corrugated board. 

In all of the above-described devices using a pneu- 
matic pressure or an air film to diminish the frictional 
force, air is jetted from nozzles, which are directed 
toward the liner of the single-faced corrugated board 
being conveyed. 

Usually in the production of corrugated boards, var- 
ious widths of papers are used, ranging from the maxi- 
mum width of the machine used, to about a half thereof. 

Since nozzles are arranged usually over the maxi- 
mum machine width, if a narrower paper is used, it fol- 
lows that there is no paper at both end portions. 
Consequently, the air jetted from the nozzles located at 
both ends is directed directly to the surface of th glue 
applicator roll. 
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When air strikes against the surface of the glue 
applicator roll at high speed, it causes the glue to scat- 
ter, with the result that, not only the surroundings of the 
machine are stained, but also the glue is deposited on a 
paper pressing bar, etc., and becomes solidified after a 
long-time operation, thus making it difficult to obtain a 
uniform pressing force when a wider paper is then fed. 

SUMMARY OF THE INVENTION 

It is the first object of the present invention to pro- 
vide a glue applicator for a corrugated board, capable of 
facilitating an engaged state at a uniform pressure, irre- 
spective of the type of flute or variations in flute tip 
height, and further capable of diminishing the frictional 
resistance of a presser shoe, and thereby improving the 
frictional resistance. 

It is the second object of the present invention to 
provide a glue applicator for a corrugated board, capa- 
ble of prev nting or reducing the scatter of glue, and 
thereby preventing or reducing the stain of the machine 
used and deterioration in quality of the board. 

In order to achieve the above-mentioned objects, in 
the first aspect of the present invention there is provided 
a glue applicator for a corrugated board, the glue appli- 
cator including a presser shoe disposed over the entire 
width of the corrugated board, in an opposed relation to 
a glue applicator roll, with a corrugated board traveling 
path therebetween; a flexible tube which presses the 
presser shoe to the corrugated boardside by virtue of a 
fluid pressure; and a controller which adjusts the fluid 
pressure to be fed to the flexible tube to a predeter- 
mined pressure, and thereby controls the pressing force 
of the presser shoe against the corrugated board. 

In the second aspect of the present invention there 
is provided, in combination with the glue applicator in 
the first aspect, a glue applicator for a corrugated board 
further including a fluid jet arrangement for jetting a fluid 
from hole members, the hole members being formed 
transversely in the presser shoe on the side opposed to 
the corrugated board. 

In the third aspect of the present invention there is 
provided, in combination with the glue applicator in the 
second aspect, a glue applicator for a corrugated board, 
wher in the presser shoe is formed with a longitudinally 
extending channel as a fluid flowing path, at least on 
both longitudinal end sides thereof located outside the 
corrugated board, and no fluid nozzle that faces the sur- 
face of the glue applicator roll is present on the said lon- 
gitudinal end sides. 

In the fourth aspect of the present invention there is 
provided, in combination with any of the above glue 
applicators, a glue applicator for a corrugated board 
wherein the fluid is air. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The present invention will become more fully under- 



stood from the following detailed description in conjunc- 
tion with the accompanying drawings which are given 
for the purpose of illustration only and thus are not limi- 
tative and wherein: 

Fig.1 is a sectional view of principal portions of a 
glue applicator for a corrugated board according to 
a first embodiment of the present invention; 
Fig.2 is a view taken on line ll-ll in Fig.1 ; 
Fig. 3 is a schematic construction diagram showing 
a presser shoe used in a second embodiment of the 
present invention; 

Fig.4 is a circuit configuration diagram of air pres- 
sure adjusting means; 

Fig. 5 is a side view of principal portions of a glue 
applicator for a corrugated board according to a 
third embodiment of the present invention; 
Fig.6 is a sectional view taken on line VI-VI in Fig.5; 
Fig.7 is a sectional view of a presser shoe used in a 
fourth embodiment of the present invention; 
Fig.8 is a schematic construction diagram of a 
related gluing machine portion mounted in a corru- 
gating machine; 

Fig.9 is an enlarged view of principal portions in 

Fig-8; 

Fig. 10 is an explanatory view of a conventional 
presser shoe supporting condition; 
Fig.1 1 is an explanatory view of a pressing condi- 
tion using a conventional presser shoe; 
Fig. 12 is an explanatory view showing another 
presser shoe supporting condition according to the 
related art; and 

Fig.1 3 is an explanatory view of a pressing condi- 
tion using a conventional presser shoe. 

DETAILED DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 



Fig.1 is a side view of principal portions of a glue 

40 applicator for a corrugated board according to the first 
embodiment of the present invention, and Fig.2 is a 
view taken on line ll-ll in Fig.1. The glue applicator of 
this embodiment is disposed in an opposed relation to 
the glue applicator roll 2 in the gluing machine 1 shown 

45 in Fig.8. Therefore, the same portions as in Fig.8 are 
indicated by the same reference numerals as in Fig.8, 
and detailed explanations thereof will be omitted. 

As shown in Fig.8, glue 9 is applied by the gluing 
machine 1 to the flute tips of the single-faced corrugated 

so board 7 fabricated by the single facer in the preceding 
step, then the thus-glued board 7, and the liner 16 which 
has been fed through another route, are joined and fed 
to the double facer 14 in the next step. In the double 
facer 14. both are laminated and conveyed under the 

55 application of predetermined heat and pressure, to form 
a double-faced corrugated board 1 7. 

The glue applicator is composed of a glue supply 
portion comprising the glue applicator roll 2, doctor roll 
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3 and glue reservoir 4, and a pressing portion for the 
single-faced corrugated board 7. As shown in Fig.1 . the 
pressing portion for the single-faced corrugated board 7 
is located face-to-face with the glue applicator roll 2, 
through the board 7. 

A beam 31 is mounted in the axial direction of the 
giue applicator roll 2, and a bracket 32 is fixed to the 
beam 31. To the lower end of the bracket 32 is con- 
nected a swing plate 34 pivotably through a pin 33, and 
a presser shoe 35 is secured to the underside of the 
swing plate 34. A front end (swing end) of the swing 
plate 34 is urged upward, and supported by means of a 
tension spring 36. A swing end on an upper swing side 
(counterclockwise in Fig.1) of the swing plate 34 is 
restricted in its swing motion by means of an upper -limit 
stopper 37, while a swing end on a lower swing side 
(clockwise in Fig.1) of the swing plate 34 is restricted in 
its swing motion by means of a lower-limit stopper 38. 

On the other hand, a holder 39 is fixed to the under- 
side of the beam 31, and a flexible tube 40, which 
extends longitudinally, is provided between the holder 
39 and the swing plate 34. The flexible tube 40 is con- 
nected to a compressor 42, through air pressure regula- 
tor 41, serving as a controller, whereby air of a 
predetermined pressure is supplied to the flexible tube 
40. The pressing force of the presser shoe 35 against 
the single-faced corrugated board 7 is controlled by reg- 
ulating the air pressure to be fed to the flexible tube 40, 
with use of the air pressure regulator 41 . 

The air pressure regulator 41 is provided with a 
pressure reducing valve for reducing the pressure of 
compressed air supplied from the compressor 42 to a 
predetermined level, and a change-over valve 44, for 
turning on and off the supply of air from the pressure 
reducing valve 43 to the flexible tube 40. The pressing 
force of the presser shoe 35 is controlled by on-off oper- 
ation of the change-over valve 44. Numerals 45 and 46 
in the figure denote pressure gauges. 

The swing plate 34, and the presser shoe 35, are 
each fabricated in a divided form, plural ly in the trans- 
verse direction of the single-faced corrugated board 7. 
As shown in Fig.2, both are joined together at a position 
which does not engage the opposite transverse ends of 
the board 7, and are rendered integral with each other, 
so as not to cause a difference in height at the joined 
portion during assembly The swing plate 34, and the 
presser 35, may be formed integrally using a single 
member, without division. 

The operation of the glue applicator constructed as 
above will now be described. Initially, the tension of the 
tension spring 36 is set at a slightly stronger tension, 
relative to a turning moment, based on the weight of 
both swing plate 34 and presser shoe 35, allowing the 
upper surface of the swing plate 34 to come into light 
abutment with the upper-limit stopper 37. The lower- 
limit stopper 38 is adjusted in such a manner that the 
underside of the presser shoe 35 is not brought into 
contact with the outer peripheral surface of the glue 



applicator roll 2, by the internal pressure of the flexible 
tube 40. 

In such initialized conditions, the single-faced corru- 
gated board 7 is fed. and then air of a predetermined 

5 pressure is fed, into the flexible tube 40, by operation of 
the change-over valve 44. More specifically, the supply 
and discharge of air, with respect to the flexible tube 40, 
are performed by on-off operation of the change-over 
valve 44, and visually, or with the aid of pressure 

w gauges 45 and 46, the clearance between the glue 
applicator roll 2, and the presser shoe 35, is held in a 
predetermined state, according to the state of the sin- 
gle-faced corrugated board 7, for example. 

In this way, a constant pressing force can be 

15 applied continually to the single-faced corrugated board 
7, which travels synchronously with the peripheral 
speed of the glue applicator roll 2. 

Therefore, even in the case where two or more 
kinds of single-faced corrugated boards 7 of different 

20 flutes are fed in the same unit, the clearance between 
the glue applicator roll 2, and the presser shoe 35, can 
be maintained in a predetermined state, by operation of 
the change-over valve 44 from the exterior. Thus, it is 
not necessary to adjust the roll-shoe clearance at every 

25 change from one flute to another flute of board 7, and a 
constant pressure is facilitated, irrespective of the kind 
of paper and the difference in flute tip height. Accord- 
ingly, even if single-faced corrugated boards 7 of differ- 
ent flutes are fed, there is no fear of flute collapse or the 

30 collapse of board edges. Thus, the amount of glue 9 
supplied becomes stable and the amount of glue 
wasted can be greatly decreased. Further, by operating 
the change-over valve 44 to increase or decrease the 
internal pressure of the flexible tube 40, it becomes pos- 

35 sible to set the pressing state delicately according to the 
state (twist or corrugation )of the single-faced corru- 
gated board 7. 

The second embodiment of the present invention 
will be described below, with reference to Figs.3 and 4. 

40 Fig.3 illustrates a schematic construction of a presser 
shoe, and Fig. 4 illustrates a circuit configuration of air 
pressure regulating means. 

As shown in Fig.3, an air chamber 51 is formed lon- 
gitudinally between a swing plate 34 and a presser shoe 

45 35, and along the joined surface of the two. while in the 
presser shoe 35. are formed a plurality of air nozzles 52 
as hole members, which are arranged in the longitudinal 
direction and correspondingly to the air chamber 51. 
The hole members can be form a longitudinally extend- 
so ing slits in the lower surface of the presser shoe 35. The 
air chamber 51 is connected to a compressor 42 
through air pressure regulator 53 serving as a control- 
ler, whereby air of a predetermined pressure is fed to 
the air chamber 51 and is jetted from the air nozzl s 52. 

55 The air pressure regulator 53 supplies air of a predeter- 
mined pressure also to a flexible tube 40. 

As shown in Fig.4, the air pressure regulator 53 is 
provided with a pressure reducing valve 43 and a 
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change-over valve 44 which are connected to the flexi- 
ble tube 40. The air pressure regulator 53 is further pro- 
vided with a pressure reducing valve 54, a flow control 
valve 55 and a change-over valve 56. Air of a predeter- 
mined pressure is fed to the air chamber 51 by on-off 5 
operation of the change-over valve 56. Numeral 57 in 
the figure denotes a pressure gauge. 

In the glue applicator provided with the presser 
shoe 35 of the above construction, the single-faced cor- 
rugated board 7 is passed between the presser shoe 35 10 
and the glue applicator roll 2, and air of a predetermined 
pressure is fed to the air chamber 51 by operation of the 
change-over valve 56. The air thus fed to the air cham- 
ber 51 is jetted toward the board 7 from the air nozzles 
52 formed in the lower surface of the presser shoe 35. is 
As a result, an air layer is formed between the surface of 
the board 7 and the presser shoe 35, whereby the fac- 
tional resistance and wear of the sliding surface of the 
shoe 35 can be greatly diminished. 

In the above glue applicator for a corrugated board, 20 
even if a corrugated board 7 of a different flute is fed, 
there is no fear of flute collapse or the collapse of board 
edg s. Consequently, the amount of glue 9 fed 
becomes stable and the amount of glue wasted can be 
greatly decreased. Besides, by operating the change- 25 
over valve 44 to increase or decrease the internal pres- 
sure of the flexible tube 44. it is made possible to set the 
pressing state delicately according to the state (twist or 
corrugation ) of the single-faced corrugated board 7. 
Moreover, since an air layer can be formed between the 30 
surface of the single-faced corrugated board 7 and the 
presser shoe 35, it is possible to greatly reduce the fric- 
tional resistance and wear of the presser shoe 35. 

Further, by mounting the presser shoe 35 in a pre- 
assembled state to the existing brackets 20 (see Fig.9), 35 
the glue applicator of this embodiment can be applied to 
a conventional machine and thus reconstruction can be 
effected less expensively. Additionally, the presser shoe 
35 can be moved pivotally upward by reducing the pres- 
sure of the air fed to the flexible tube 40, whereby there 40 
can be formed a wide clearance between the presser 
shoe and the glue applicator roll 2. Consequently, the 
working efficiency in the initial threading is greatly 
improved. 

The presser shoe 35 can be formed using any of 45 
various materials. For example, it can be fabricated by 
applying hard chromium plating to the surface of a steel 
shoe, or it may be formed using resin. The shape of the 
lower surface (sliding surface) of the presser shoe 35 is 
not limited to the illustrated convex shape. For example, so 
it may be formed in a concave shape along the curved 
surface of the single faced corrugated board 7 and at a 
slightly larger radius of curvature. Further, the hole 
members formed in the presser shoe 35 may be plural 
rows of air nozzles or plural slits. 55 

The third embodiment of the present invention will 
be described below with reference to Figs. 5 and 6. Fig. 5 
is a side view of principal portions of a glue applicator 



for a corrugated board according to the third embodi- 
ment of the present invention, and Fig.6 is a sectional 
view taken on line VI- VI in Fig. 5. 

As shown in Fig.5, a presser shoe 35 is attached to 
the lower surface of a swing plate 34. A front end (swing 
end) of the swing plate 34 is urged upward and sup- 
ported by a tension spring 36. 

On.the other hand, a flexible tube 40 is provided 
longitudinally between a holder (see Fig.1) on the 
underside of a beam (not shown) and the swing plate 
34. The flexible tube 40 is connected to a compressor 
42 through air pressure regulating means 53 serving as 
a controllf x, whereby air of a predetermined pressure is 
fed to the flexible tube 40. 

As shown in Fig.6, an air chamber 51 is formed lon- 
gitudinally between the swing plate 34 and the presser 
shoe 35 and along the joined surface of the two. Fur- 
ther, correspondingly to the air chamber 51, a continu- 
ous channel (airflow path) 60 is formed longitudinally in 
the lower surface of the presser shoe 35. 

The channel 60 and the air chamber 51 are con- 
nected together through communication holes (air noz- 
zles) 61 to supply air to the channel 60. The 
communication holes 61 are formed over an area about 
half or less of the maximum paper width, that is, over an 
area capable of being opposed to the single-faced cor- 
rugated board 7. 

The air chamber 51 is connected to the compressor 
42 through the air pressure regulator 53, whereby air of 
a predetermined pressure is fed to the air chamber 51 
and is jetted from the communication holes 61 and 
channel 60. 

In the glue applicator provided with the presser 
shoe 35 of the above construction, the single-faced cor- 
rugated board 7 is allowed to travel between the presser 
shoe 35 and the glue applicator roll 2, and air of a pre- 
determined pressure is fed to the air chamber 51 by the 
air pressure regulating means 53. The air thus fed to the 
air chamber 51 is jetted toward the single-faced corru- 
gated board 7, through the communication holes 61 and 
channel 60. both formed in the lower surface of the 
presser shoe 35. As a result, the board 7 is pushed 
toward the glue applicator roll 2, and there is formed an 
air layer between the surface of the board 7 and the 
presser shoe 35, whereby the fractional resistance and 
wear of the presser shoe can be greatly diminished. 

On the other hand, at both end portions of the sin- 
gle-faced corrugated board 7. the air jet released to the 
atmosphere from the channel 60. unlike the prior art, 
does not strike directly against the surface of the glue 
applicator roll 2, but advances in a direction parallel to 
the surface of the roll 2. Therefore, the glue present on 
the roll surface is not scattered. That is, there no longer 
is the fear that scattered glue may be deposited on the 
presser shoe, causing deterioration in quality of the 
board or stain of the glue applicator. 

In the glue applicator of this embodiment, the air 
pressure to be fed to the flexible tube 40 is regulated by 
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the air pressure regulating means 53, whereby the 
pressing force of the presser shoe 35 against the single* 
faced corrugated board 7 is controlled. 

The fourth embodiment of the present invention will 
be described below with reference to Fig. 7. Fig. 7 is a 
sectional view of a presser shoe portion. 

According to the fourth embodiment, a plurality of 
air jet holes (air nozzles) 52 are formed in the presser 
shoe 35, which holes are arranged in the longitudinal 
direction over the area capable of being opposed to the 
single-faced corrugated board 7, as referred to in the 
previous third embodiment. On the other hand, in both 
longitudinal end portions outside the single-faced corru- 
gated board 7 are formed longitudinally extending par- 
tial channels (air flow paths) 62a and 62b. The channels 
62a and 62b are communicated with the air chamber 51 
through communication holes 61. This construction 
affords the same function and effect as in the third 
embodiment. 

Claims 



5. A glue applicator for a corrugated board (7) accord 
ing to claim 2, wherein said fluid is air. 

6. A glue applicator for a corrugated board (7) accord 
ing to claim 3, wherein said fluid is air. 
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1 . A glue applicator for a corrugated board (7), includ- 
ing: 

25 

a presser shoe (35) disposed over an entire 
width of the corrugated board (7) in an 
opposed relation to a glue applicator roll (2) 
with a corrugated board (7) traveling path ther- 
ebetween; 30 
a f lexfole tube (40) which presses said presser 
shoe (35) toward the corrugated board (7) by a 
fluid pressure; and 

a controller (41 ) which regulates said fluid pres- 
sure to be fed to said flexible tube (40) to a pre- 35 
determined pressure and thereby controls the 
pressing force of said presser shoe (35) 
against the corrugated board (7). 



2. A glue applicator for a corrugated board (7) accord- 40 
ing to claim 1, further including a fluid jet arrange- 
ment (51) for jetting a fluid from hole members (52), 
said hole members being formed transversely in 
said presser shoe (35) on a side opposed to the 
corrugated board (7). 45 



3. A glue applicator for a corrugated board (7) accord- 
ing to claim 2, wherein said presser shoe (35) is 
formed with a longitudinally extending channel 
(62a, 62b) as a fluid flowing path at least on oppo- so 
site longitudinal end sides thereof located outside 
the corrugated board (7). wherein no fluid nozzle 
(52) that faces a surface of said glue applicator roll 

(2) is present on said longitudinal end sides. 

55 

4. A glue applicator for a corrugated board (7) accord- 
ing to claim 1 . wherein said fluid is air. 
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Fig. 3 
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Fig. 5 
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Fig. 11(A) 
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Fig. 12 
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Fig. 13 
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